Inclusions entrapped by the solidifying front during continuous casting would deteriorate the properties of the final steel products. In order to investigate the inclusion motion and the entrapment during the full solidification in curved billet caster, the present work has developed a three-dimensional numerical model coupling the flow, solidification, and inclusion motion. The predicted result indicates that the inclusion distribution inside the liquid pool of the mold is not perfectly symmetrical. Furthermore, the motion and the entrapment of micro inclusions in the mold are mainly affected by the molten steel flow pattern, however, those of macro inclusions depend both on the molten steel flow pattern and the buoyancy force of the inclusions. In the curved part of the strand, macro inclusions shift to the solidifying front of the inner radius as time goes on, while the solidifying front of the outer radius cannot entrap inclusions. The distributions of inclusions smaller than 5 µm in the solidified strand are even. However, for inclusions that are larger than 5 µm, their distributions become uneven. To validate the model, measurement of the strand surface temperature and the detection of inclusions in samples obtained from a plant have been performed. Good agreement is found between the predicted and experimental results.
Introduction
Inclusions inside a steel matrix have a detrimental impact on the performance of steels, such as their strength, toughness, fatigability, surface appearance, etc. [1] [2] [3] [4] . Hence, the removal of inclusions from the molten steel is a critical issue throughout the steelmaking process. In particular, continuous casting is the last opportunity for the removal of inclusions from the molten steel. Inclusions that were carried by the molten steel are injected into the continuous casting mold. It is believed that a portion of these inclusions would rise in the mold and finally be absorbed by the mold flux. However, the remainder would inevitably be entrapped by the solidifying front while they move inside the liquid pool of the strand. Therefore, an in-depth investigation on the inclusion motion, removal, and entrapment during the full solidification in a continuous casting strand is essential, and it can provide theoretical guidance for the improvement of the steel cleanliness and properties. It is very difficult to research the inclusion motion and entrapment during the continuous casting by plant measurements or physical experiments. Fortunately, numerical simulation is an appropriate method to study the inclusion motion and entrapment during the continuous casting.
In recent years, extensive research has been conducted on the particle (inclusion, bubble) behaviors during the continuous casting by method of numerical simulation . Many previous The casting velocity, V cast , is a constant vector in the previous work. However, owing to the curved geometry model in the present work, the casting velocity should be treated as a variable varying with position.
As shown in Figure 1 , in the curved part of the strand, the direction of the casting velocity at one point is parallel to the tangent of a circle at this point. Moreover, the center of the circle coincides with the center of the curved strand. Hence, the casting speed, V cast , can be expressed in Cartesian coordinate form, as follows:
The magnitude of casting velocity at one point can be can be calculated by Equation (3):
where R is the distance between the point and the caster center, R caster is the radius of the caster, and D is the strand thickness. V center is the magnitude of the casting velocity at the strand center, which is equal to the magnitude of the strand velocity at the caster exit. In the current work, V center is set as 1.65 m·min −1 . 
Geometry Model
As Figure 2 shows, in order to calculate the full solidification process of the billet caster, a full geometry model of the strand has been developed. The length of the computational domain is 10 m and the size of the strand cross section is 0.165 m × 0.165 m. The mold with a length of 0.8 m is vertical. The curved part of the caster initiates at the mold exit. The length of the foot roller zone (FRZ) is 0.3 m. Furthermore, the secondary cooling zone of the caster consists of three segments, which are SCZ1 (2.45 m), SCZ2 (2.4 m), and SCZ3 (1.5 m), respectively. Additionally, a part of the air cooling zone (ACZ) is involved in the computing domain, which is 2.55 m in length. The submerged entry nozzle (SEN) is a type of straight single port. The submerged depth of the SEN is 0.1 m. The inner and outer diameters of the SEN are 0.035 m and 0.075 m, respectively. To simulate the behavior of the solidified shell more accurately, the local grid refinement technology has been adopted. 
Boundary Conditions
Boundary conditions for the flow-solidification simulation are set according to Dong's work [43] . To give full consideration to a statistically representative result of the inclusion entrapment and the computer capacity, 1000 inclusions per second with a consistent size are injected randomly into the 
Geometry Model
Boundary Conditions
Boundary conditions for the flow-solidification simulation are set according to Dong's work [43] . To give full consideration to a statistically representative result of the inclusion entrapment and the computer capacity, 1000 inclusions per second with a consistent size are injected randomly into the SEN from the inlet. With regard to the inclusion motion, an escape boundary condition is defined for the top surface of the mold and the computational domain outlet. Moreover, a reflecting boundary is set for the walls inside and outside the SEN. In the current work, inclusions are assumed to be entrapped by the solidified shell if the local liquid fraction is below 0.6 [39, 41] , and the velocities of the captured inclusions are equal to the local casting velocity. Subsequently, the inclusions entrapped by the solidified shell would move together with the solidified shell.
The Material properties used in the present work are listed in Table 1 . 
Numerical Procedure Details
The numerical model in the present work is solved using the CFD package OpenFOAM (Version 2.1.1). The solving process consists of two steps: first, the numerical simulation of the molten steel flow-solidification is executed for 600 s under transient mode, providing an initial condition for the second step; second, the calculation of inclusion motion coupling the molten steel flow and solidification is performed in the transient mode. With reference to the second step, the total calculation time was about 500 s, which could ensure that inclusions enter and exit the computational domain.
Results and Discussion

Solidification Model Validation
For the prediction of inclusion entrapment, an accurate solidification profile is of great importance. In order to validate the solidification model, four surface center temperatures of the strand were measured with infrared thermometers that were placed at the SCZ2, SCZ3, and at two positions in the ACZ. Figure 3 shows the variation of the predicted surface center temperature, which is in good agreement with the measured temperatures along the casting direction, and it therefore validates the solidification model. The solidified shell (liquid fraction: 0.6) thickness profile of the strand is also shown in Figure 3 , where the predicted solidification end is located at 9.6 m below the meniscus. A re-melting zone of the solidified shell in the mold, resulting from the recirculation flow of the molten steel, will be discussed in the next section. After exiting from the mold, the thickness of the solidified shell increases with distance below the meniscus. Figure 4 demonstrates the distribution of 5 μm inclusions inside the liquid pool of the mold at different moments. The solidifying front is represented by the gray iso-surface of the 0.6 liquid fraction of steel. The green spheres represent inclusions. It can be observed that inclusions that are injected into the mold are carried by the strong downward molten steel jet from the SEN port, at 0.5 s and 1.5 s after injection. At 5 s after injection, the inclusion motion that is carried by the molten steel jet flow continues, while some inclusions rise. Many inclusions concentrate in the lower part of the mold as a result of the weakening jet flow. At 15 s after injection, inclusions continue concentrating in the mold lower part, and some inclusions flow out of the mold, while the number of the rising inclusions increases. The rising inclusions move close to the solidifying front, which may be entrapped by the solidified shell, and then the inclusions move toward the mold top surface along the outer wall of the SEN. At 30 s after injection, some of the inclusions rise to the mold top surface and are removed, while many inclusions are transported into the liquid pool once again, following the molten steel. At 45 s after injection, the distribution of 5 μm inclusions in the liquid pool reaches a dynamic balance. It should be mentioned that the inclusion distribution inside the liquid pool of the mold is not perfectly symmetrical, which may be attributed to the random injection of inclusions from the inlet and the effect of the molten steel turbulence. Figure 5 presents the inclusion distribution and the molten steel 3D streamline in the mold at 50 s after injection. As revealed by the predicted 3D streamline distribution, it can be seen that the molten steel is poured into the mold from the SEN port, leading to an impinging jet flow. A part of Figure 4 demonstrates the distribution of 5 µm inclusions inside the liquid pool of the mold at different moments. The solidifying front is represented by the gray iso-surface of the 0.6 liquid fraction of steel. The green spheres represent inclusions. It can be observed that inclusions that are injected into the mold are carried by the strong downward molten steel jet from the SEN port, at 0.5 s and 1.5 s after injection. At 5 s after injection, the inclusion motion that is carried by the molten steel jet flow continues, while some inclusions rise. Many inclusions concentrate in the lower part of the mold as a result of the weakening jet flow. At 15 s after injection, inclusions continue concentrating in the mold lower part, and some inclusions flow out of the mold, while the number of the rising inclusions increases. The rising inclusions move close to the solidifying front, which may be entrapped by the solidified shell, and then the inclusions move toward the mold top surface along the outer wall of the SEN. At 30 s after injection, some of the inclusions rise to the mold top surface and are removed, while many inclusions are transported into the liquid pool once again, following the molten steel. At 45 s after injection, the distribution of 5 µm inclusions in the liquid pool reaches a dynamic balance. It should be mentioned that the inclusion distribution inside the liquid pool of the mold is not perfectly symmetrical, which may be attributed to the random injection of inclusions from the inlet and the effect of the molten steel turbulence. Figure 4 demonstrates the distribution of 5 μm inclusions inside the liquid pool of the mold at different moments. The solidifying front is represented by the gray iso-surface of the 0.6 liquid fraction of steel. The green spheres represent inclusions. It can be observed that inclusions that are injected into the mold are carried by the strong downward molten steel jet from the SEN port, at 0.5 s and 1.5 s after injection. At 5 s after injection, the inclusion motion that is carried by the molten steel jet flow continues, while some inclusions rise. Many inclusions concentrate in the lower part of the mold as a result of the weakening jet flow. At 15 s after injection, inclusions continue concentrating in the mold lower part, and some inclusions flow out of the mold, while the number of the rising inclusions increases. The rising inclusions move close to the solidifying front, which may be entrapped by the solidified shell, and then the inclusions move toward the mold top surface along the outer wall of the SEN. At 30 s after injection, some of the inclusions rise to the mold top surface and are removed, while many inclusions are transported into the liquid pool once again, following the molten steel. At 45 s after injection, the distribution of 5 μm inclusions in the liquid pool reaches a dynamic balance. It should be mentioned that the inclusion distribution inside the liquid pool of the mold is not perfectly symmetrical, which may be attributed to the random injection of inclusions from the inlet and the effect of the molten steel turbulence. Figure 5 presents the inclusion distribution and the molten steel 3D streamline in the mold at 50 s after injection. As revealed by the predicted 3D streamline distribution, it can be seen that the molten steel is poured into the mold from the SEN port, leading to an impinging jet flow. A part of the poured molten steel flows straight downward and it exits the mold. However, the remainder flows upward along the solidified shell and creates an obvious recirculation flow zone (lower recirculation zone, LRZ) around the impinging jet in the upper zone of the mold. Subsequently, the molten steel flows toward the outer wall of the SEN, resulting in a relatively small recirculation zone (upper recirculation zone, URZ) around the SEN. It is the flow characteristic of the molten steel in the mold that leads to the transient motion and distribution of inclusions, as seen in Figure 4 . Figure 5 . The velocity magnitude of the molten steel in the impinging jet zone is obviously larger than that in other zones. Moreover, the velocity magnitude in the impinging jet zone decreases as the distance from the SEN port. The velocity magnitude of the molten steel becomes uniform at the mold lower region (downward flow zone, DFZ). Through the combination of the streamlines, liquid fraction contour plot, and the inclusion distribution on the Y = 0 m plane, it can be seen that inclusions that were carried by the downward molten steel would be entrapped by the solidifying front at the DFZ. Additionally, the lower recirculation flow of the molten steel leads to the solidified shell remelting and inclusion entrapment. Similarly, at the URZ, the molten steel recirculation flow can also carry the inclusions to the solidifying front and make the inclusions be entrapped by the solidified shell.
Inclusion Motion and Entrapment in Mold
At 50 s after injection, the 3D distribution of 5 μm inclusions has reached a dynamic balance. The 3D distribution of 100 μm inclusions in the mold has also achieved a dynamic balance. The inclusion distributions of the two size classes are similar, except at the black circle zone, where more inclusions in 100 μm rise to the top surface of the mold and are removed. The phenomenon is clearer on the Y = 0 m plane. Furthermore, the entrapping position of 100 μm inclusions is higher than that of 5 μm inclusions in the URZ. The entrapping positions of 100 μm inclusions at the DFZ and the LRZ are also relatively higher than those of the 5 μm inclusions. It is assumed that this is due to the buoyancy force of the inclusions.
The predicted initial entrapment positions of inclusions with different sizes in the mold reveal that the larger inclusions are closer to the billet surface ( Figure 6 ). This is because the entrapping Figure 5 . The velocity magnitude of the molten steel in the impinging jet zone is obviously larger than that in other zones. Moreover, the velocity magnitude in the impinging jet zone decreases as the distance from the SEN port. The velocity magnitude of the molten steel becomes uniform at the mold lower region (downward flow zone, DFZ). Through the combination of the streamlines, liquid fraction contour plot, and the inclusion distribution on the Y = 0 m plane, it can be seen that inclusions that were carried by the downward molten steel would be entrapped by the solidifying front at the DFZ. Additionally, the lower recirculation flow of the molten steel leads to the solidified shell re-melting and inclusion entrapment. Similarly, at the URZ, the molten steel recirculation flow can also carry the inclusions to the solidifying front and make the inclusions be entrapped by the solidified shell.
At 50 s after injection, the 3D distribution of 5 µm inclusions has reached a dynamic balance. The 3D distribution of 100 µm inclusions in the mold has also achieved a dynamic balance. The inclusion distributions of the two size classes are similar, except at the black circle zone, where more inclusions in 100 µm rise to the top surface of the mold and are removed. The phenomenon is clearer on the Y = 0 m plane. Furthermore, the entrapping position of 100 µm inclusions is higher than that of 5 µm inclusions in the URZ. The entrapping positions of 100 µm inclusions at the DFZ and the LRZ are also relatively higher than those of the 5 µm inclusions. It is assumed that this is due to the buoyancy force of the inclusions.
The predicted initial entrapment positions of inclusions with different sizes in the mold reveal that the larger inclusions are closer to the billet surface ( Figure 6 ). This is because the entrapping positions of larger inclusions are higher than those of the smaller inclusions in the URZ with the effect of the buoyancy force. A higher entrapping position of inclusions in the URZ indicates that these inclusions are entrapped by a thinner solidified shell. Figure 6 also shows the variation of the predicted removal ratio of the inclusions with different sizes from the mold top surface with time. It can be seen from the predicted result that the removal ratios of the micro inclusions (<= 25 µm) are apparently small, compared with those of the macro inclusions (>= 50 µm). It is concluded that the motion and the entrapment of micro inclusions in the mold are mainly affected by the molten steel flow pattern, since the buoyancy force of micro inclusions is negligible. However, the motion and the entrapment of macro inclusions in the mold depend both on the molten steel flow pattern and the buoyancy force. positions of larger inclusions are higher than those of the smaller inclusions in the URZ with the effect of the buoyancy force. A higher entrapping position of inclusions in the URZ indicates that these inclusions are entrapped by a thinner solidified shell. Figure 6 also shows the variation of the predicted removal ratio of the inclusions with different sizes from the mold top surface with time. It can be seen from the predicted result that the removal ratios of the micro inclusions (<= 25 μm) are apparently small, compared with those of the macro inclusions (>= 50 μm). It is concluded that the motion and the entrapment of micro inclusions in the mold are mainly affected by the molten steel flow pattern, since the buoyancy force of micro inclusions is negligible. However, the motion and the entrapment of macro inclusions in the mold depend both on the molten steel flow pattern and the buoyancy force. Figure 7 shows the distributions of 100 μm inclusions inside the liquid pool of the curved part of the strand at different times. The solidifying front is represented by the gray iso-surface of the 0.6 liquid fraction of steel. The green spheres represent inclusions. At 25 s after injection, the inclusions move into the FRZ, which is carried by the molten steel. At 50 s after injection, the inclusions move into the SCZ1. It is interesting to note that 100 μm inclusions shift to the solidifying front of the inner radius in the curved part of the strand as time goes on, while the solidifying front of the outer radius cannot entrap the inclusions. At 150 s after injection, the entrapment 100 μm inclusions terminates at the solidifying front of the inner radius.
Inclusion Motion and Entrapment in the Curved Part of the Strand
In order to analyze the statistical entrapment positions of macro inclusions along the casting direction at 400 s after injection, the computational domains between the meniscus and the solidification end (9.6 m below the meniscus) are divided into 12 equal zones, respectively. Figure 8 shows the predicted entrapment ratios of the macro inclusions along the casting direction, and additionally, the terminal entrapment positions of 50 μm, 100 μm, and 200 μm inclusions at 400 s after injection. The entrapment ratio of the 100 μm inclusion decreases first, increases later, and then decreases to zero in the curved part of the strand. In addition, the entrapment ratio of the 100 μm inclusions reaches its peak value at the region of 2.4-3.2 m below the mold top surface. Moreover, the entrapment of the 100 μm inclusions terminates at the inner radius solidifying front at about 3.3 m below the meniscus. It is assumed that the flow pattern in the mold and the buoyancy force of inclusions lead to this phenomenon. A strong impinging jet flow of the molten steel is created by the straight port SEN, resulting in many inclusions being transported into the curved part of the strand and then being entrapped by the local solidifying front. The buoyancy force leads to a deviation of the inclusion motion to the inner radius in the curved part of the strand. This phenomenon is more notable for 200 µ m inclusions, as the buoyancy force of these inclusions is larger (Figure 8 ). This also explains why the entrapment of 50 µ m inclusions terminates at a lower position under the meniscus. Figure 7 shows the distributions of 100 µm inclusions inside the liquid pool of the curved part of the strand at different times. The solidifying front is represented by the gray iso-surface of the 0.6 liquid fraction of steel. The green spheres represent inclusions. At 25 s after injection, the inclusions move into the FRZ, which is carried by the molten steel. At 50 s after injection, the inclusions move into the SCZ1. It is interesting to note that 100 µm inclusions shift to the solidifying front of the inner radius in the curved part of the strand as time goes on, while the solidifying front of the outer radius cannot entrap the inclusions. At 150 s after injection, the entrapment 100 µm inclusions terminates at the solidifying front of the inner radius.
In order to analyze the statistical entrapment positions of macro inclusions along the casting direction at 400 s after injection, the computational domains between the meniscus and the solidification end (9.6 m below the meniscus) are divided into 12 equal zones, respectively. Figure 8 shows the predicted entrapment ratios of the macro inclusions along the casting direction, and additionally, the terminal entrapment positions of 50 µm, 100 µm, and 200 µm inclusions at 400 s after injection. The entrapment ratio of the 100 µm inclusion decreases first, increases later, and then decreases to zero in the curved part of the strand. In addition, the entrapment ratio of the 100 µm inclusions reaches its peak value at the region of 2.4-3.2 m below the mold top surface. Moreover, the entrapment of the 100 µm inclusions terminates at the inner radius solidifying front at about 3.3 m below the meniscus. It is assumed that the flow pattern in the mold and the buoyancy force of inclusions lead to this phenomenon. A strong impinging jet flow of the molten steel is created by the straight port SEN, resulting in many inclusions being transported into the curved part of the strand and then being entrapped by the local solidifying front. The buoyancy force leads to a deviation of the inclusion motion to the inner radius in the curved part of the strand. This phenomenon is more notable for 200 µm inclusions, as the buoyancy force of these inclusions is larger (Figure 8 ). This also explains why the entrapment of 50 µm inclusions terminates at a lower position under the meniscus. 
Inclusion Distribution in the Solidified Stand
Due to the shift of the macro inclusions to the solidifying front of the inner radius while they move inside the liquid pool of the curved strand, an uneven distribution of the macro inclusions may exist in the solidified strand. Figure 9 presents the distribution of inclusions on the cross section of the solidified strand, through projecting the positions of inclusions of each size class in the region of 9.6-10 m below the meniscus at 500 s onto a plane. Rectangles were used in order to indicate the approximate concentrating zone of inclusions. Inclusions that are inside the solidified shell profile at the mold exit indicate that they are entrapped in the curved part of the strand. It can be observed that the distribution of 3.5 μm inclusions in the solidified strand is uniform. However, the distribution of 
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Due to the shift of the macro inclusions to the solidifying front of the inner radius while they move inside the liquid pool of the curved strand, an uneven distribution of the macro inclusions may exist in the solidified strand. Figure 9 presents the distribution of inclusions on the cross section of the solidified strand, through projecting the positions of inclusions of each size class in the region of 9.6-10 m below the meniscus at 500 s onto a plane. Rectangles were used in order to indicate the approximate concentrating zone of inclusions. Inclusions that are inside the solidified shell profile at the mold exit indicate that they are entrapped in the curved part of the strand. It can be observed that the distribution of 3.5 µm inclusions in the solidified strand is uniform. However, the distribution of 7 µm inclusions in the solidified strand becomes inhomogeneous. The aggregation of 7 µm inclusions is found between the billet center and the inner radius. Furthermore, with the increase of the inclusion diameter, the aggregation is intensified, and the inclusions are closer to the inner radius. In order to analyze the uneven distributions of inclusions in the solidified strand, a 15 mm thick In order to analyze the uneven distributions of inclusions in the solidified strand, a 15 mm thick zone in the center of the solidified strand has been selected ( Figure 10 ). The positions of inclusions in each size class in the analysis zone have been gathered, and the median of the distances of these inclusions that are below the inner radius have been calculated. Moreover, a statistical parameter, coefficient of skewness, has been adopted to evaluate the distribution inhomogeneity of inclusions. To a certain extent, the distribution inhomogeneity of inclusions in the solidified strand can be reflected by the median and coefficient of skewness. The distributions of 3.5 µm and 5 µm inclusions in the solidified strand are even. However, for inclusions that are larger than 5 µm, the distributions become uneven. Furthermore, through the coefficient of skewness, it can be found that the inhomogeneity is enhanced with the increase of the inclusion diameter. In order to analyze the uneven distributions of inclusions in the solidified strand, a 15 mm thick zone in the center of the solidified strand has been selected ( Figure 10 ). The positions of inclusions in each size class in the analysis zone have been gathered, and the median of the distances of these inclusions that are below the inner radius have been calculated. Moreover, a statistical parameter, coefficient of skewness, has been adopted to evaluate the distribution inhomogeneity of inclusions. To a certain extent, the distribution inhomogeneity of inclusions in the solidified strand can be reflected by the median and coefficient of skewness. The distributions of 3.5 μm and 5 μm inclusions in the solidified strand are even. However, for inclusions that are larger than 5 μm, the distributions 
Comparison Between the Predicted and the Experimental Results
Samples with the same process parameters and material properties adopted in the current work were obtained from a steel plant. The sampling schematic diagram can be seen in Figure 11 . The steel samples were machined into 15 mm × 15 mm × 15 mm metallographic samples, and then these samples were polished and examined using EVO18, ZEISS scanning electron microscope (SEM). The numbers of inclusions in steel samples were automatically counted using the SEM control software INCAFeature (Oxford Instruments, Oxfordshire, England). The analyzed area of each steel sample was 11 × 11 mm 2 . The inclusion size was determined by the equivalent circle diameter (ECD). Only inclusions that were above 2 µm ECD were counted. Manganese sulfide (MnS) inclusions that were precipitated during the solidification process were not counted. In total, 1263 inclusions were detected in the 11 steel samples (Figure 11 ). The number of inclusions in the samples decreases as the inclusion diameter increases. The largest of those detected inclusions is 38.78 µm. The measured inclusion number density reaches a maximum at the fourth steel sample from the inner radius, which is located between the inner radius and the center of the solidified strand. become uneven. Furthermore, through the coefficient of skewness, it can be found that the inhomogeneity is enhanced with the increase of the inclusion diameter.
Samples with the same process parameters and material properties adopted in the current work were obtained from a steel plant. The sampling schematic diagram can be seen in Figure 11 . The steel samples were machined into 15 mm × 15 mm × 15 mm metallographic samples, and then these samples were polished and examined using EVO18, ZEISS scanning electron microscope (SEM). The numbers of inclusions in steel samples were automatically counted using the SEM control software INCAFeature (Oxford Instruments, Oxfordshire, England). The analyzed area of each steel sample was 11 × 11 mm 2 . The inclusion size was determined by the equivalent circle diameter (ECD). Only inclusions that were above 2 μm ECD were counted. Manganese sulfide (MnS) inclusions that were precipitated during the solidification process were not counted. In total, 1263 inclusions were detected in the 11 steel samples (Figure 11 ). The number of inclusions in the samples decreases as the inclusion diameter increases. The largest of those detected inclusions is 38.78 μm. The measured inclusion number density reaches a maximum at the fourth steel sample from the inner radius, which is located between the inner radius and the center of the solidified strand. In order to compare the predicted result with the experimental result further, the detected inclusions in these steel samples are divided into four groups (2-5 μm, 5-10 μm, 10-20 μm, >20 μm), according to size. For the four groups, their size weighted averages are 3.30 μm, 6.90 μm, 12.67 μm, and 30.00 μm, respectively. The predicted results are collected in the analysis zone shown in Figure  11 . Figure 12 presents the comparison between the predicted and the experimental results. Good agreement is found between the predicted result of inclusions in 3.5 μm and the experimental result In order to compare the predicted result with the experimental result further, the detected inclusions in these steel samples are divided into four groups (2-5 µm, 5-10 µm, 10-20 µm, >20 µm), according to size. For the four groups, their size weighted averages are 3.30 µm, 6.90 µm, 12.67 µm, and 30.00 µm, respectively. The predicted results are collected in the analysis zone shown in Figure 11 . Figure 12 presents the comparison between the predicted and the experimental results. Good agreement is found between the predicted result of inclusions in 3.5 µm and the experimental result of inclusions in 2-5 µm. Likewise, the predicted distribution of inclusions in 7 µm is in good agreement with the distribution of inclusions in 5-10 µm, according to the experiment. For the predicted result of inclusions in 15 µm and the experimental result of inclusions in 10-20 µm, their variation trends are similar (Figure 12c) . The relatively large deviation between the inclusion size in the predicted result and the weighted average size in the experimental result may result in the deviation between the experimental and predicted results. Inclusions that were larger than 20 µm were rarely detected in the steel samples. As Figure 12d shows, the variation trend in the experimental result of inclusions larger than 20 µm is similar to that in the predicted results of 25 µm, 50 µm, and 100 µm inclusions. Through the experimental result, it can also be found that the distribution of inclusions smaller than 5 µm in the solidified strand is even. However, for inclusions that were larger than 5 µm, their distributions become uneven. This is consistent with the predicted result discussed above. The comparison between the predicted and the experimental results indicates that the inclusion motion model is valid. 
Conclusions
The present work has developed a three-dimensional numerical model coupling the flow field, solidification, and inclusion motion for a curved strand. Through the coupling model, we have investigated the inclusion motion and entrapment during the full solidification in a curved billet caster. The characteristics of the inclusion motion and entrapment in the mold and the curved part of the strand have been revealed. Moreover, the inclusion distributions in the solidified strand have also been presented. The conclusions are as follows:
1. the inclusion distribution inside the liquid pool of the mold is not perfectly symmetrical, resulting from the random injection of inclusions from the inlet and the effect of the molten steel turbulence; 2. the entrapping positions of larger inclusions are higher than those of smaller inclusions in the URZ with the effect of the buoyancy force. As a result, the initial entrapping positions of larger inclusions are more close to the billet surface; 3. the motion and entrapment of micro inclusions in the mold are mainly affected by the molten 
1.
the inclusion distribution inside the liquid pool of the mold is not perfectly symmetrical, resulting from the random injection of inclusions from the inlet and the effect of the molten steel turbulence;
2. the entrapping positions of larger inclusions are higher than those of smaller inclusions in the URZ with the effect of the buoyancy force. As a result, the initial entrapping positions of larger inclusions are more close to the billet surface; 3.
the motion and entrapment of micro inclusions in the mold are mainly affected by the molten steel flow pattern, since the buoyancy force of micro inclusions is negligible. However, the motion and entrapment of macro inclusions in the mold depend both on the molten steel flow pattern and the buoyancy force; 4.
owing to the effect of the buoyancy force, macro inclusions shift to the solidifying front of the inner radius in the curved part of the strand as time goes on, while the solidifying front of the outer radius cannot entrap the inclusions; 5.
the distributions of inclusions smaller than 5 µm in the solidified strand are even. However, for inclusions that are larger than 5 µm, their distributions become uneven. Furthermore, the inhomogeneity is enhanced with the increase of the inclusion diameter; and, 6. good agreement is found between the predicted and experimental results. The comparison between the predicted and the experimental results indicates that the inclusion motion model is valid. 
